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TD / Engineering arid Fabrication Specification #:5520-TR-333290

Rev. B
Revision Page
‘Revision Revision Description Date
A Step 7:1: Changed €lectrical resistance specification from 6.5 mQ - 7,2 m 10°3.3 m<2 - {06/03/98.
3.7 m&Q.
Step 7.3: Changed flow rate specification from 0.75 GPM @ 60 psi and 1.0 GPM @ 100
psi 10.1.00.GPM @ 60 psi and.1.35 GPM' @ 00 psi.
TRR. No..0846
B Step 4.20:; Deleted the not required box and statement. 06/18/98

Step 6:5: Changed 6:24 10:6.26..

Step.6.21:; Deleted the not required box and sta(ement

Step 7.1:, Added Ls:and Q limits:for 100.Hz nieasurements per unreleased specification
ES-33 1810 Rev. D récéivéd from D..Gaw:

Stcp 7:3: Changed flow spec1ﬁcat10ns from 1.0 GPM to 1.10 GPM and 1.35 GPM 1o 1.45
GPM. per unreleased specification ES=331810 Rev. D received from D. Gaw.

TRR. No. 0849

FMI 3Q60 Outer Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification #5520-TR-333290

Juii€ 18,1998
Rev: B

‘Ensure appropriate memos and specific instructions are placed with the traveler before issuing
‘the ‘'sub traveler binder to production.

1.0°  General Notes
1.1 White (Lmt Frce) Gloves’ (F@rmi stock 2250 1800) or Surglcal Latex Gloves
(Fermi: stock2250- 2494) Shall be'worn byall'personnel when handling all product parts after the
paits have been’ prcpared/cleaned
1.2 All steps that réquire a 8igri-6ff shall incliide the Technician/Inspectors first initial and full last
name. i ’ )
£.3 No erasures or white out'will be permitted-to any documentation. All incorrectly entered data shall
be, corrected by placmg a qmgle line through the error, initial and date the error before adding the
correct data)
1.4 All‘-'D'iscrep_Az_in_Ac_y'R«ep_ort’s issued shall be recorded in the left margin next to the applicible step:
1.5 All.personnel perforniing stepsiin this traveler-must have documented training.for this traveler and
aé'sdéizitéddpé‘r'étirigfb'ibc‘édh?és;
1.6 Personnc] ehall perform ajl tasks'i 11 accordance=w1th ‘cirrént: appllcable ES&H giidelines and those
specified. withinithe: step.:
1.7 Cover'the 3Q60 Coil -Assemmbly with gfeen,Herculite (Férmi stock 1740-0100) when:not
being-serviced or assembled: Completed ¢oils are’to be storéd in the. 3Q60 Coil Storage Area.
2.0 Parts Kit List
21 Attach the completed Parts Kit List for the 3Q60'Coil Winding.to this traveler: Ensure’ that the-
setial,number on.the Parts Kit-List matches.the:serial number of this: traveler. Ven’ry,that the
Parts Kit received'is comp!gt@
Process'Engineering/Desigiiee: Date
FMI 3Q60 Quter Coil Winding Coil Serial No.
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TD:/'Engineering and Fabrication. Specification.# 5520:TR:333290

Juneril;g', 1998
.Rev.. B

3.0 Coi] Winding Table Setup:Procedure for the Quter Coil

3.1

3.2

33

34

Note(s):
Ensure -that. only trained/approved operators use- the. equipment,

Setl

up the Wmdmg leture (ME- 35 1G07) for the 3060 QOuter C01I as shown on ME 351007,

(ip-1o; -oils):. All coil contacting surfaces of the' ﬁxture must be cleaned with
KPC‘SZON (Ferml stock 1920 0705) and Heavy Dlsposable Wlpers (Fermi sock 1660-2600) or
cquwalent

Technician(s) Date

Using:a‘Stéel Measuting T'ape (Starrett-Cat: No. W530F-50 or, .equivalent) vern‘y the length of the
windingimandrel from'the:oliter most side of the Front End Wmdmg Block (MC- 331926) - lead
end to'the outside’ of thc Rear End"Winding Block (MB-198791) - return end. ‘The nominal
length is to be:(62 3/16" 1062 7/32").

Record Actual Dimension

Lead Person Dae
Perform a BB Inspection of the grit blasted conductor cooling passage with a..219" diameter ball
bearing.- Cover the.exit hole'on the.reel of conductor with:a rag or slide a glove over the end of the

conductor-to catch the ball bearings. Use minimum required air pressure (< 10 psi.). Test two
(2) reels.of Conductor (MA-186587).

Reel # | Pass (1 Fail O
Reel # 2 Pass [ Fail a

Note(s):
If the BB Inspection fails notify supervisor.

Lead Person Date

Install the coil starting lead into the Setco Counter Boring and Facing Fixture center the coil lead
in the fixture,.so there is 1/32" £ 1/64" past the plate. Tighten the De-StaClamp to secure the
coil starting lead into place.

Note(s):
Take care not to damage the conductor during the installation into the
Counter Boring and Facing Fixture.

The drill bit must align with the center of the conductor not the
center of the water passage.

Technician(s) Date

FMI 3060 Quter Coil Winding Coil Serial No.
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TD /‘_E_ngil]ef_:[irhg-ariq"lf.ja__lgﬁcat_i'bj_] ' . Specification # 5520- TR=333290
) June 18,1998

Rev B

3.5 Machine-and counter bore the: coﬂ startmo lead as per ME-331982. Usinga Tapered:Reafn
{Fermi stock 1264-0800) or: eqmvalent deburr thc water passage.

Use Snoop {Ferml stock 1070-2200 OF equivalent) as required while
machining !:hg coil Tead. .

Do not remove any additional material from the face of the coil lead.

a0 a4

L | s

v | 5107

Debusr this
Location.

Deburr all, sharp edges produccd by the frévious. operatlons Clean the conductor, water. passages
and the immediate area using a vacuuni Remoye any addmonal m1]lmg chips from, ihe  Water
passages by holding the vacuum. hose over oneof the. water passages and blowinga rough the
other water passage switch the hoses:and repeat until the water-passage:is free of. debris:.-

Techinician(s) Date:

36 Verify the.counter borediameter. .and; depth of the- conductof { usmg thé: Go/NoiGo Gage:
(MA-351136).0r approved measunng ‘equipment and that: thc conductor Ieads Lomply ‘with'
ME=Z331982, ‘Récordthe results;in the table-below.

Counter Bore Iispéction
Location Limit Pass | Fail’ Limit: Pass | Fail
‘fSt:i'r"tii'ig"l}'éé’d L2927 1.296' | 490 /.510"™"
Lead Inspecior ‘ Date
FMI 3Q60 Outer Coil Winding Coil'Setial No,
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TD / Engineering and Fabrication Specification #'5520-TR-333290

3.8

'conductor i

jqnefji:S_;, 1998
Rev. B

'Dei'mltlon

A Completed Turn- is when the tensioned ‘lead is ‘parallel with the
clamped starting: lead. Hence one completed. turn consists of two (2)
‘180° radii.
Sét'thé’&djh’s ' mg arm on the: spindle to the half way point: Install a‘ree] of copper
AA 186587) on the tensioner spmd[e and feed: the: conductor through the

s¢. Iy
Phenolic guxde Block.

Tensioner:Spindle . Adjustable Agr Pressure Guage

§—MA:186587 To
" Winding Fixture

b Tensioning Guage
Pressure Valve
Phenolic Guide

Block

Copper-Reel .

Note(s):
Use the proper lifting equ:pment to prevent: back ‘injury during the
installationn ‘of the reel on. the ténsioner spindle.:
Ensiiré that no ‘twist' has occurred in the conductor betwéen' the: reel
and the Phenollc gulde block

‘Techn'ician(s) Date

Starting approximately 18.00" £ 1/32" from the end of the conductor which.was'just fed through
the-Phenolic, guide block, wrap,the conductor using’ the; (Coll Inqulatmg Wrappcr 11 ME-351226 or
other precapproved methods) with 1/2 lapped Fiberglass: Tape (MA-351462). This process is to be
continued: -during the entire winding operation.

Note(s):
Duiring ‘thé wrappmg .process the tape must be 1/2 lapped to mthnn
+ 178"
Transitions between the Fiberglass Tape (MA-351462) and the Fiber
Glass Tape (MA:351462) must be made so ‘that no area of the conductor
is uninsulated and additional build-up of the tape is minimized.

Téchnician(s) Date

FMI 3Q60 Quter Coi! Winding Coil Serial No.
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TD / Engineering-and Fabrication, ' Specification # 5520-TR:333200

Jiie 18, '1998:
Rev: B

Note(s):
N¢ insulation is to, be placed at. the transmon. This area -will. be
insulated .at & later timé ‘manually. !
At no ‘time is 4 hammer to be used dlrectly against the ‘insalated,

conductor.
3.9 Extend the end:of:the ifiSuldted. conducior-approximately 30" minimum to 60" 1/2" maximum onto
the wmdmg table and’ clamp the énd 6f the instlated conductor. at a’height sufficient enouuh for-the
insulated. conductor to°pass.k below the clamped conductor Engage theé.witiding table.in’ ‘the
Counter-Clockwise dll’eCthTI wmdmg dowh the transition to-the; ﬁxture Cover Plate
(MB-351013) clamping the'conductor as: rcqmred
Adjust the. pressure valve to pressurlze the' tensmner clampmg cylmder ae yolur: wmd down the
winding tension: Ad_]llSI the: clampmg cyllnder pressure 50! that the load cell gauge reads 225 th;
force £225 Lbs. Maximum pressureishould:not exceed 250" Lbs force.
Cautlon'
At no tlme durmg ‘the wmdmg process is the conductor wrap to become
damaged or is ‘there; to be exposed copper present other then that Tocated
at. the: transition. ‘Constant monitoring during the winding process is
tequired 'to ensure these conditions. do not: occur.
qusigjlijr Spindle  Adjustable Ag picsSiie Guige \h&gdllﬁgssz lz?e\‘
- Teﬁéi.omng Guage \Fi'xture
Pressure Valve ’ . Transition -‘
Phenstic Guide “Wrapper!
- Block Intiting Machine
.CUPPe_r. Reel Fifst Radius e
*Of The Fitst tirf +Clamp 30" Min: to 60 172" Mx: ”
‘ Ejténsion Of Conductor” :
MAT186587 Here
’GopperCorldlic'lqluT(jl'Be'.Bé_’ D
Traiition‘Afid Fifst Redius BefoT Seling Load Cell Tension
f Winding
A Fiktire.
P T1Remove Insulation
. In this Area
Insulated Cbndul:to’r \ Use Conductor To Set
To Tension Deviée Clamping Heigth
Technician(s) Date
FMI 3060 Outer Coil Winding Coil Serial No.
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Spec1ﬁcat|0n # 5520 TR 333290
June 18; 1998
Rev. ‘B

TD / Engineering and Fabrication

3210 Verify that:the, tension;of the.conductor load cell gauge reads:225 Lbs. force + 25 Lbs
measured” dunng ‘the-continued winding table rotation. Ensure: that ‘the maximum: readmgs
do:not.exceed 250 Lbs force: Visually:verify that there'is no exposed copper.or damaged conductor

wrap.

. Record Actual Tension , Pass Fail O

‘Conductor- Wrap!ls Free'Of Damage And There Is No Exposed Copper Pass | Fail’ a

Eead Prson T Dte

FMI 3Q60 Quter Coil Winding i Coil Serial No.
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TD./ Engineering-and Fabrication Specificition # 552_03TR.—‘333j29,_O
: e Juhe'18, 1998
Rey. B

40 Coil Windingi(Bottom Layer)

Note(s):
For all subsequent. operations of the winding table. refer to the Earge
Turn Table (Wmdmg Table}) Operation Procedure (5525-OP-318944).
At no’ tlme is; 4 hamimer, to ‘be used directly against the msu]ated
conductor
If. spllcmg is’ requlred refer to ME-331982 under Notes.

4.1 Engagé the winding tab]e continue insulating the conductor and use minimum hammer force
necessary to-form the turns ‘and avoid conductor/msuldtlon damage. Monitor-the ténsion at.all
times so as.tot-to; exceed 250 Lbs, Contmue winding:through the’ first’ radms of the first turn
until the insulated conductor contacts the:long straight section of the winding. fixture and stop.
Clamp:the conductor to the winding fixture:using c-clamps.

Warning;
Contmual visial mspectlon of the: conductor is required during the
wmdmg process for voids 'in the insulation and or possible damagc to
the insulated .conductor.

Note(s)
leture rotat!on should be counter clockwnse
The square. conductor must be| under constant tension of 225 Lbs.
+ 25 Lbs.; and ‘must- ‘not be allowed to twist during winding:

Halfof
A e " Turn #1 Completed

Not @ \EWindingof  Winding : 7 -
—k . 4— S Tk Fixture

Insulated

Onductor

. : ) Insulated |
First | Seconid To' Tenslon Pevice
R_zfdi_iis.-\ . Radius:
30" Min. To
4 60 1/2" Max:
Technician(§) Date
FMI 3Q60 Outer Coil Winding Coil Serial No.
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"TD / Engineering and Fabrication . Spec:fcanon #5520 TR- 333290
June 18 1998

Rev. B
X 4.2 Perform-a Height and Widih Dimension Check of the uninsulated’ conductor half‘way between: the
tensioner.and:the winding fixture.
Dimension. :Limit - | Actual Measurement | Pass [ ,Fail Out of Tolerance
Height | (.4056").t0'(4136) :
‘Width (4056t (4136
Lead‘jpe_rsqn N Date
43 Wind'half way-through: the second radius of the first turn, clampmg the conductor to the- winding

fixtiire Using csclampsiand stopping:prior to the clamped starter léad. Very slowly slide:the
conductor under the starting lead'as’ wmdmg through the second rdd1us continues, eisuring that the
turn’ bemg wouiid 'has no damage to the insulation. Once the conductor is:paraliél to the winding
ﬁxture,,thls completes one (1) fall turn of the coil.

_ Starting

“I'ransition

Turn Presently Being
“‘Wound To Tensioner
Flrst Radlus L

Winding : - ~ N
Fixture . Starting Turp-__Presently Belng
, Tead Wound To Tensioner

q__ No Insulation

On The First Radius

Note(s):
‘When additional Fiberglass Tape (MA- 351462) needs, to be attached to
'the machme and conductor it should be interwoven by hand at the
conductor and :007" X 1/2" Adhesive Backed Fiberglass Tape
(MA:225104) used to attach the tapes or other approved methods that

keep tape buildup to a minimiam.

Téchnician(s) Date

FMI 30Q60 Outer Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification #5520-TR-333290
JiAe 18, 1998
Rev. B

Note(s):
After .completion of: ‘the first turn position DMD (MA- 116514) between
each turn at the Fadii.

4:4 Continue-insulating and wmdmg the. coil in this manner until.all three (3) tums of the first layer
hiave been wound with the lead exiting the'sameside as the starter.lead, or until such time as
additional conductor is tequired.

Warning:

Continucus momtormg ‘of the conductor at the tensioner .is required so
as not: to pull the conductor free of the tensioner. Ensure that during
the winding process no twisting of the conducter occurs.

Note(s)
In the: event addltmnal conductor is required, allow at least four (4) feet
of bare conductor to work with for facing and brazing ‘operations.

Additibnal Conductor Required. Go to Step 4.5 a

Winding completed. Go to Step 4.25'. a
Technician(s) ' Date
4.5 Stop the.winding/insulating process atthe.nearest radius that allows the:conductor.to'remain in the

tensioning.device. Secuitely clamp the conductor to the Winding fixture. Release: the tensioner.
Cit the lead as. close to the tensioner as possible for machining, yét the cit and machined length
must fall greater than six (6"} inchés from the nearest radius.

jNo'fe(s) .
Do, not insulate .the conductor to the: cut; location. Leave, four {4) feet
umnsulated Cutting, the: toll of Fiberglass: tape ‘and rémoval of the

_machme or leaving the: machine -and. Flberglass tape attach to. the
conductor is -at ‘the: operators dlscretlon.

‘Technician(s) . - ) ‘ "Dét.e

4.6 Insta!l the cail; §tamhg ]ead into the, Sétco Couﬁe'r Boring and Facing Fixture center thc coil tead

StaC]amp to seciire the coil startlng lead into place. -

Note(s):
Take care not to damage. the ccnductor during the installation into the
‘Coiinteét” Boring and Facing Fixtire,

The- drill bit must align with the center of the conductor not the
center of the water passage.

Technician(s) Date

FMI 3Q60 Outer Coil Winding . Coil Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR-333290
June18, 1998
Bev. B
Note(s):
In the event no additional conductor is -required. step 4:5 through 4.24
will be blank.

4.7 Machme and counter, bore the, coil starting lead as per ME-331 982. Using a Tapered Ream
(Ferml stock 1264-0800) or equ1valent deburr the water passage.

Note{s):
. Use' Snoop. (Fermi stock 1070-2200 or -equivalent) as required while
. machining’ the coil lead.

Do not: remove any’ additional material from the face of the coil lead.
o 2927
- | 296" ‘|

| 490"
| 510

Deburr this

«/-\\ Location

Deburr.all sharp-edges produced by-the previous operations. Clean the conductor, water passages
and the immediate area using a vacoum, Remove'any additional milling ¢hips from the water
passageés: by holdmg the vacuim’ hose over one:of the water passages ‘and blowing air throuoh the
other watér passage, switch the-hoses and repeat until the water passage is free of debris.

Technician(s) Date

4.8 Verify the counter boré diameter and depth of the conductor usirig the Go/No Go Gage
(MA- 35 I 136) or"approved measurmg equipment and that’ the conducto? leads:comply with
. ME-33 1982 Record the results:in the table bélow.

Counter Boré Inspection

Location Limit Pass | Fail Limit Pass | Fail
-Coil. . Lead 292"/.296" .490"/.510"
Lead Inspector Date
w
FMI 3Q60 Outer Coil Winding - Coil Serial No.
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TD / Engineering and Fabrication Speuﬁcatlon # 5520-TR<333290

June 18,1998
Reév. B

Note(s):

In the event no additional conductor is required step 4.5 through 4.24
will be blank.

4.9 Install a reel of grit blasted'copper.conductot (.4096" sq. MA-186587) on the tensione: spindle.
Feed the conductor through the: Phenollc guide block. Extend the conductor to the counter
boré/facing machine:.

Note(s):
Use the proper llftmg eqiripmént to prevent back injury during the
installation of the reel on. the tensioner spmdle
Ensure ‘that no twist has occurred in the conductor between the reel
and the Phenolic guide block.

Technician(s) . Date

4.10  TInstall the reel-lead:into the Set¢co:Courter Boring and Facing Fixture center the coil lead
in the: ﬁxture SO therelis 1/32" '+ 1764" past the 5/16" Collet {(5C Collar). Tlghten the De-
StaClamp:to secureithe coil; ;starting lead:into place.

Note(s):
Take care not to damage the conductor during the installation into the
Counter Boring -and Facing' Fixture.
The drill bit must align with the center of the conductor not the
center of the water passage.
Teéhnician@ ' Date’ =T
FMI 3Q60 OQuter Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification #.5520-TR-333290

June 18, 1998
Rev. B

Note(s):
In the event no additional conductor ‘is required step 4.5 -through 4.24
will be blank.

4.11 Machine:and counter bore the reel lead as per ME-331982. Usinga- Tapered Ream
: (Fermi:stock. 12647 0800)or equivalent, deburr the water passage.
Note(s):
‘Use, Snoop (Ferini. stock 1070-2200 or equivalent} as required while
machmmg ‘the coil lead.
Do not remove any additional material from the face of the coil lead.
292"
| | 506 <
; ! 490"
: ' S10"
1 ]
P g
. \ Deburr ‘this
'/_“\ Location
Deburr.all sharpedges produced by the prévioiis.operations. Clean the conductor, water passages
and the immediate ared using a'vacuum. Remove any additional ml]hng chips from the water
passages'by holding the vacuum hose over one of the water passages and blowing air through the
other water passage, switch the hoses and repeat until the water passage is free of debris.
Technician(s) Date
4.12 Venfy the counter bore diameter and depth of the conductor using the Go/No Go-Gage
(MA- 351 136) or approved measuring equipment and that the conductor leads comply with
ME:331982. Record the resuits in the table below.
Counter Boreé Inspection
Location Limit | Pass'| Fail |  Limit Pass | Fail
Reél Lead 2927,296" .49¢"/.510"
Lead Inspector Date
4.13 Assemble the Copper Sleeve (MA-186691), with-the:Sil-Fos #15 Washers (MA-351037), and the
two (2)Sil-Fos #15 Rings (MA-186692) per print ME:331982.
Lead Person Date
FMI 3Q60 Outer Coil Winding ~ Coil Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR233329('

Hine. I8, 1998
Rev. B

Note(s):
In the event no additional conductor is required step 4.5 through 4:24
will be blank.

4.14 Position the coil lead; and the’ lead fram the' reel such that the two may be joined together.
Assemble the sleeve into the lead of the ‘coil; and the lead of the reel.
Technician(s) Date
4.15 Attach the brazmg hxture (MB-351443)to the conductors about to be joined together. Align the
conductors such that’ there is'no twist between the two leads.
Technician(s) ' Date
4.16 Verify ‘the position-of-the:components to-be brazed together as per ME-331982.
Lead Peison ' Date
4.17 Heat the leads with a'torch-until-the area surroundmg the joint:is cherry red Apply Sil-Fos # 15
(MA-116256) at'the joint. Feed the:Sil-Fos#15 into the joint and move the torch‘around the
joint'to produce:100% Sil-Fos#15 flow and’a uniform braze. Refer fo’ the General Brazing
Specification’(ES-318973).
Note(s): ) )
CAUTION, material and areas being heated represent a burn hazard.
Do not over heat the material causing the copper to flow.
Do’ niot: use water 16 cool the joints. Allow all brazed joints to air
cool:
Tectinician(3) . - Date
4.18 Reimove the conductor from:the brazing fixture:and cover theinsulated coil/conductor with:green
Hercuhtc (Ferml stock 1740:0100).. Using'Brown Rolo¢ (MA-274983}) and a small buffer, remove
any excess: brazmg matcrldl Remove only | material where the conduictorexcéeds the . 4136" slot
(maxlmum) of the: Dekeystonmﬂ Gage (MB- 351442) Refer to the: Condiictor Dekeystoning
Procedure (5520-ES-318849).
Note(s) 7
Remove: only the minimum amount of material necessary. At no time
is the removal of matenal to prodiice an area in which the minimum
gage .4056" (MB-351442) fits over the conductor.
Technician(s) Date
FMI 3Q60 Outer Coill Winding Coil Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR-333290
Juné. 18; 1998
Rev. B

Note(s)
In the event no additional conductor is required step 4.5 through- 4.24
will be blank.

XX 419 Verify that the position of the brazed components are in accordance with ME-331982 and that there
isno tw1sts -or.damage,in the conductor or brazed joint. Using’ the Dekeystonmg Gage:
(MB 351442) ensure'that. the conduclor is of the correct sizé at'the brazad joint.

Crew Chief Date

Inspector Date

4.20  Reattach the Fiberglass Tape (MA-351462) using the (Coil Insulating Wrapper IT ME-351226 or
other, pre- approved niethiods) with 1/2-lapped Fiberglass Tape: (MA:351462) if requ1red Prior to
starting thé’winding operation; insulate over the braze joint and mark its location using Kapton
Adhesive Backed Tape (MA-116534 or equivalent) as indicated in-the diagram below. The
insulation process is to be continued during the-entire winding operation,

Insulation Conductor Insulation

Note(s):
Transitions between the Fiberglass Tape {MA-351462) and the Fiber
Glass Tape (MA-351462) must be made so that no area of the conductor
is uninsulated and additional build-up of the tape is minimized.

Technician(s) Date

FMI 3Q60 Quter Coil Winding Coil Serial No.
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FD / Engineering and Fabrication- Specification # 5520-TR%333290
June 18,1998
Rev. B

Note(s)
In_the ‘évent ho additional conductor is required step 4.5 through 4.24
wnll be blank

421  Settheadjustable'tensioning-arm on.the spindie to'the half way point and feed'the conductor
through the Phenolic.guide: block.

Tensioner:Spindle  Adjiistable A

Pressure Guage

< MA-186387 To
Winding Fixture

Tensioning Guage-
Pressure:Valve
,-VPhenQE_ic;Guide

Block

CoppérReel

N'o‘t’é'(S)
mstallatmn of’ the reel on° the tensioneér, spindle..
Ensure that no twrst has occurred in the conductor betwéen the reel
and the Phenollc ‘guide block. g

Technician(s) Date

422 .Begm w1nd§!ng table: rotatlon  (Couinter Clockwise) until the tensioner load cell gauge:registers
winding tension.. AdJUSt the c]ampmg cylinder pressure $o that the'load cell gauge! ‘Teads 225 Lbs.
force®25:1'bs. ‘Maximim pressure should not exceed 250:Lbs force.

‘Technician(s) Date:

423 -Venfy that the tension of the €onductor load cell ;gauge reads 225bs.force £:25:Lbs
measured durmo the contmued wmdmg tab]e rotation.. Ensuie’that the-maximum readings
donot exceed 250 Lbs force. Vlsually verlfy that- there is no eXposed coppér-or, damaged conductor
wrap.

Récord Actual Terision Pass [ Fail [

Conductor Wrap Is Free Of Damage And There Is'No Exposed Copper Pass [ Fail O

Lead Person Date

4.24  Continuetinsulating and winding the coil-in this manner until all three (3) turns of the first layer
have'been wound with-the lead exiting the same side as the starter lead.

Technician(s) Date

FMI 3Q60 Outer Coit Winding Coil Serial No.
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TD/ Engineering and Fabrication Specification # 5520-TR-333290

4.25

June’18; 1998
Rey. B

Clamp:the conductor, to. the wmdmg fixture. Measure;12" + ]/2‘,"fr0m the face of thc Front
End Wlndlng Block' (MC 331926) on the lead attached o the=tens10mng dewce mark lhe lead to be
cut.. Secure the Fiberglass fape to the.conductor 9" back from the . 12" mark using- Adhesive

Backed Fiberglass Tape (MA=225104) or equivalent.

Caution: Do not cut lead.

Insulatlon To ' Mark Lead

S(Dp HCI’C \b HCI'C‘
' ; J

9~ <

[©]

‘Starting Lead
Winding Fixture '

Onter Coil Botiom 1 ayer

&

Joint Location From This Point-

>< Indicate Joint Location

In Inches From Inside

Mark On. Diagram A Straight Line Representing Actia) Radius At Lead End
Joint:Location

In the diagram above, indicate.the actual-location of.the joint just completed.

Technician(s) Bate

4.26 Vcrlfy that all 3 turns are'wound, that'no twist is in the conductor, the lead is correctly measured
and marked, that there is'no damage 10 the insulatlon Wthh is to include but not be, llmlted to
dirt, grease, oil, gaps/[cars exposed conductor, etc... Visually verify that after Lumplcllun of the
first- turn DMD (MA 116514) has been positioned between-each turn at the radu
Lead Ingpéctor | Dite
Crew-Chief Date

4.27 Cut the lead as-marked using:a portable band'saw or equivalent at the 12" mark. Deburr all.sharp
edges produced by the cutting. Clean the conductor, water, passages and the immediate area using a
vacuum, Remove any additional mlllmg ch1ps from the water passages by holding.the vacuum hose
over'one of the water passages-and.blowing air through the'other water passage, switch the hoses and
repeat until the water passage- 1Swfree of debris.
Technician(s) ' Date

FM1 30Q60 Quter Coil Winding Coil Sérial No.
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TD / Engineering:and Fabrication ) Specification #5520-TR.333290
Tune, 18,1998
Rev. B

-5:.0 Eacing. Counter Boring and Brazing ForTop Layer

Note(s):
In the event a splice: was introduced at: the bottom layer; then the top

layer 'must beé compléted, without a splice. Hence a new reel of .copper
would be required for ‘the completlon of the top layer.

5.1 Install a-reel of grit blasted copper-conductor-(:4096" sq. MA-186587) on the tensioner spindle.
Feed the,conducior,through the Phenolic:guide block. Extend the conductor to the counter
bore/facing machine. )

Note(s):
Use ‘the proper lifting equipment to prevent back injury during the
installation of the reel on the tensiomer spindle.
Ensiire ‘that no, twist has occurred in theé conductor between: the; reel
and the Phénolic: guidé block.

Technici a_r_ljs':)" ' Date:

5.2 Install the reel lead info the Setco.Counter-Boring and Facing Fixture'center the reel lead in the
fixture, so thére:is 1/32"+; I/64"ipast ‘the 5/16'Collet (SC Collar) Tighten:the De: StaClamp to
secure the'coil starting: lead imto place.

Note(s): ) - .
" Take care not to damage the conductor during the installation into the
Counter Boring .and Facing Fixture.

The drill bit must align with the center of the condiictor not: thé :
center of the ‘water passage. -

Technician($) ) ' Date

FMI 3Q60 Outer Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification #:35320:TR-333290
Turie 18, 1998
Rev. B

5.3 Machine and ‘counter bore the reel lead as per ME- 331982 Usmg a Tapered Ream
(Ferml stock:1264- 0800),0r equivalent, deburr the water passage.

Note(s):
Usé Snoop (Feimi stock 1070-2200 or equivalent)’-as required’ while
machining’ ‘the coil lead.

Do not remove .any additional material from' the. face of the coil lead.

-] 292"
—>| 506 [4— i
490"
5107

NE

\ Debun this
Location

Deburr-all sharp edges produced by the previous:operations. Clean the conductor, water passages
and'thé imimedidte aréa using.a vacuurmi. Remove any-additional milling chips from the water
passages by holding the vacuum hose over one of the water passages and blowing;air through the
other waler passage, SWlICh the hoses and repeat-unti! the water passage’ is free of debris.

Technician(s) Date

54 Verify the:counter bore diameter-and depth of the coriductor usingithe Go/No Go Gage
(MA-351136) or approved measuring equipment and that the conductor leads comply with
ME-331982- Rec;ord‘th_e results in‘the'table below!

. Counter Bore Inspection
Location Limit Pass | Fail Limit Pass’| Fail
Reel Lead. .292"/.296" .490"/.510"
1 ead Inspector Date

55 Assemble the Copper Sleeve (MA-186691), with the Sil-Fos #15 Washers (MA-351037), and the
two (2) Sil-Fos #15 Rings (_MA-186692)‘per'print ME-331982.

Lead Person Date

FMI 3060 Outer Coil Winding Coil Serial No.
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TD/Engineering.and Fabrication ' Specification # 5520-TR= 333290

June 18, 1998

Rev. B
5.6 Position the:coil starter lead and the:lead from the grit blasted reel such that the two may:be joined
together. Asseinble’the sleeve into the'lead of the coiliand the lead of thereel. Cover the.3Q60
€oil Assembly with green Herculite (Fermi.stock 1740-0100).
Technician(s) Date
5.7 Attach the brazing:tixture (MB-=351443)'to the conductors about.to be:joined together. Align
the conductors’suchithat there is no twist Bétiveen the two leads.
Technician(s) Date
X 5.8 Verify the position 'of t_hg components to be brazed together as per ME-331982.
Lead Person Date
59 Heatithe'leads with & torch until the area surrounding thejomt is;cherry red. Apply Sil-Fos # 15
(MA-1 16256) at lhc Joifit: Feed t_he Sil- Fos #15'into the joint and move- thetorch around the
Jjointito produce 100% Sil-Fos; #]5 flow and a umform braze. Refer to the. General BrazmU
Specification (ES-3 I 8973)
Note{(s): ) o
‘CAUTION, matétial and areas being heated represent a burn hazard:
Do not: over heat the material causing the copper to flow.
Do not use water to cool the joints. Allow all brazed joints to air
cool.
Téchnicidn(s) Date
5710 Removeithe condictor from the brazing fixture and using:a Brown:Roloc (MA:274983) and a
small buffer; remove anyiexcess'brazing material. Remove.only material where:the:conductor
exceeds:the: 4136" slot (maximum)of the Dekeystoning Gage (MB-351442).. Refer to the
Conductor;Dekeystoning Procedure (5520-ES- 318849)
Note(s)::
Remove only the minimum amount of material necessary. At no time
is: the removal of material to produce an area in which the minimum
\ gage .4056" (MB-351442) fits over the conductor:
Technician(s) Date
XX 5.11  Verify thatthe position of the brazed components are in accordance with ME-331982 and that there
is no twists.or damage in the conductor or brazed joint. Using the Conductor Dekeystoning Gage
(MB-351442):ensure that the conductor s of the correct size at the brazed joint.
Crew Chief Date
Inspector Date
FMI 3Q60 Outer Coil Winding Coil Serial No.

Page 21 of 36



‘Specification # $520:TR-333290
June .18, 1998
‘Rev. B

TD / Engineering and Fabrication

.......

wmdmg operatlon msulate over the braze joint and-mark:its locatlon usmg Kapton Adhemve
‘Backed Tape (MA-116534 or:€quivalent) as indicated:in the; dlagram sbelow. The insulation process

is-t0’'be Continued; during the‘entire winding operation.

Insulation Conductor Tnsulation

Note(s):
Transitions bétween the Flberglass Tape (MA 351462) and the Fiber
Glass Tape (MA-351462) must be madeé so ‘that no area of the conductor

is ! unmsulated ‘and additional build- -up of the tape is minimized.

Technician(s) Date

FMI 3Q60 Outer Coil Winding Coil Serial No.
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i, 1998

Rev: B
6.0 Coil Winding.(Top Layer
Not'e(s):
At this point the trahsition splice has beéen made, cooled, had any
excess material remdved and insulated ‘with tli¢ joint marked.
At no time. is a hammer to be used directly against the conductor.
XX 6.1 Verify thatall pervious, stepsthave beén.compléted and that the joints as indicated by the Kapton

tape are at least six (6") inches:awayfrom the radii of the coil ‘and-are not adjacent to each other.

Crew Chief ' ' Date

Inspector Date

6.2 Paosition the;two.(2)shims.(MB-331809) on:top of the-bottom coil layer.along: the straight
sections‘and secure them'in place.

. 4096" 5Q.-
~ Shim' Coppét Cofidictor
MB:331809
"Winding
/ ‘Fikture
Shims ' Joint Just:Completed

MB-331809,

Inner/Coil Bottom Layer
A
N Winding Fixture Starting Lead
Technician(s) Date
FMI 3Q60 Outer Coil Winding Coil ‘Serial’ No.
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6.3

June, 18 1998
Rev. B

Engage the wmdmg table, continue insulating the conductor and use; minimum hammer, force

necessary-to form: the turns and avoid conductorfinsulation damage. Ad_jllSt the: pressure valve to
itensioner- clampmg cylinder t0.225 Lbs, +:25 Lbs. as wmdmg continues: ensuring

il pressure, does not exceed 250 Lbs force.. Monitor the-tension at:all-times.

s nding through'; he second.radius of the first turn until théiinsulated conductor contacts

the: long strzught section’ of the-winding fixture and stop. Clamp the’conductor to,the;winding

fixture usingic- c,lamps

Warning:
Continual  visual mspectlon of the conductor is requared during the
‘winding process for ‘voids 'in the insulation and or’ pessible damage to
the. msulated conductor At no time is a hainmér to, be used diiectly
against the conductor.
If splicing is required refer to ME-331982 under Notes.

Note(s)
leture rotation should be clockwise,
The square conductor must be under constant tension and must not be
allowed' to twist during winding.

First Turn On-Top Layer /  Fixture. Sphca

]
Bottom Coil

Lead

Second Radius'Of. /  ‘Winding:

“Bottom Layer Of Layer To 'I_‘zyer- ‘ \ Insulated Copper Conductor
Inner Coil Shims W To Tensioning Device
“Technician{s) Date
6.4 Perform a Height-and Width Dimension Check of the uninsulated conductor haif-way between the
tensioner and the windingfixture.
Dimiension Limit: .Actual Measurement | Pass | Fail Out of Tolerance
Height (14056 to (:4136").|.
Width (:4056") to (4136") [
Lead Pérson Date
FMI 3Q60 Outer Coil Winding Coil Serial No.
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Rev B

Note(s):
After completion of the, first tirn posmon DMD (MA-116514) between
each turn at the radii:

6.5 Continue. insulating and wmdmg the coil.i in this manner until the two (2) turns of the'second: layer
have beenwound withithe'lead exiting:the opposite'side and parallel to the bottom layer Tead o
until such fime-as additional conditctor;is:required.

Warning:
Continuous monitoring; of the conductor at the tensioner is reqmred 50’
as: not: to pull -the conductor’ free' of the tensioner.” Ensure that during:
the winding process no. twisting of the conducior occurs..

Note(s):
In the event additional conductor is required, allow at least four (4} feet
of bare conductor to work with for facing and brazing operations.

Additignal'é_ondtictor Required. Go to Step 6.6 D S__ee Caut___io_n.

Winding complétéd. 'Go 1:Step 6:26 -+ [

Caution:
Per print ME-331982. There shall be a maximum of two (2) conductor
joints per coil. 'Hence: if additional conductor- was added on the: first
layer, thls step dis not: an’ option,

Technician(s) . Date

Note(s):
In' ‘the event. no- additional condiictor is: reqiired step; 6:6 through 6.23
will be blank

6.6 Stop the winding/insulating-process at:the.nearest radius that:allows/theiconductorito remain in the
tensioning'device. Securely: Clamp the conductor toithe winding fixture.. Release.the/tensioner.
Cut the'lead-ascldse to the tensioneras possible:for. machmmg, yetithe cut and iachined.length
must-fall gréater than six- (6") mches from the’nearest radius.

Nnte(s)
Do not insulate the conductor to the cut location. Leave four (4) feet
uninsulated. Cutting the roll of Fiberglass tape and removal of the
machiné or Feaving the machine and Fiberglass tape: attach to the
conductor is at the operators discretion:

Technician(s) Date

FMI 3Q60 Outer Coil Winding Caoil Serial No.
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6.7

6.8

June 18 1998
Rev. B

Note(s): , '
In the event no additional conductor is required step 6.6 through 6.23
will be ‘blank.

Tnstall the coil startmg lead mto the; Setco Counter! Bonnu and Facing Fixture'centér the coil lead

in: Lhe ﬁxture, so there is’ 1132" 1/64" ‘past- the’5/16" Co]let (SC Collar) Tlghten thé De-

"StaC]amp to secure the coil’ startmg lead into pla(.e '

Note(s):
Take care not to damage the conductor during. the installation ‘into the

The drill bit: must align with the center of the conductor not the
center of the water passage.

Technician(s) Date

Machine: ‘and’ counter bore the coil lead-as per ME- 331982, Usmg a Tapered Ream

(Fermi stock.1264-0800) or equivalent, deburr the - water. ' passage.

Note(s)?
Use . Snoop (Ferml stock 1070-2200 or equivalent) as required while
machining the coil lead

Do not remove any additional material’ from the face of the coil lead.
.292" '
—”l 296" ,4_ i

490"
510"

JF

'Debuirr this

ﬁ\ Location

Deburr all'sharp edges procllj'Ced by the previous operations. Clean the conductor, water passages
and the immediate area using'a vacuum: Removeiany additional milling chips from the water
passages by holding-the'vacuum hose over one of the water passages and blowing air through the
other. water passage,.switch-the hoses and repeat until the water passage is free of debris.

Technician(s) Date

FMI 30Q60 Outer Coil Winding Coil Serial No.
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Note(s):
In the event no additional conductor is required step 6.6 through 6.23
‘will "'be Blank:

6.9 Verify:the counter bore diameter and depth of, the conductor using the Go/No Go Gagé
(MA-351 136) or approved measurmg eqmpment and that the'conductor lcads comply with
‘ME-331982. Record the-resulis in'the table below:

. Counter Bore Inspection
Location  Limit Pass | Fail | Limit Pass | Fail
Coil Lead 1::292"/.296" .490"/.510"
Lead Inspector. Date
6.10 Installa reel of grit'blastéd copper-coriductor (4096" sq. MA-186587) on the tensioner spindle.
Feed the” conductor thibigh thé Phenolic_guide block. Extend the conductor to the counter
boref’facmg machme
Note(s):
Use the proper: lifting: equnpment to. prevent back injury during the
mstallatlon of the reel on the ténsioner spindle.
Ensure that no twist: has oceurred in’ the conductor between the' reel
and the Phenolic gmde block

Technician(s) Date

6.11 Install the reel. lead into the:Setco CounterBoring and Facing Fixture center‘the coil lead
in the fixture, so there is 1/32" % 1/64" past the: 5/16" Collet (5C Collar). Tighten thé De-
StaClamp to-secure the coil startmg lead into place.

Note(s):
Take, care not to damage the conductor during the. installation into' the
‘Counter Bormg and Fiacing Fixture.
The drill bit. must' align with the ‘center of the conductor not the
‘center’ of the water -passage.
Technician(s) Date
FMI 3Q60 Outer Coil Winding Coil Serial No.
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6.12.

June 18, 1998
Rev. B

Note(s):
In the event no additional conductor is required step 6.6 through. 6.23
will be. blank.

_Machme and_ cournter bore the. reel lead as per ME-331982., Usmg 2 Tapered Réani

(Fermi stoak~1 264- 0800) or equwa]ent deburr the water passage,
Note(s):
Use Snoop (Fermi stock 1070:2200 or equivalent) as required while
machining the. ¢oil lead.
Do not remove any a(i'ﬁitional material from the face of the coil lead.
b I,.292"' < i
296"
490"
510"

T

‘Deburr this

ﬁ\ Location

Deburr all sharp-edges produced by the! prewous operatlons Clean-the conductor, witer passages

.and the immediate area usmg a vacuum. Rethove dny additional milling chips from the water

passagés by holding the vaclium hose over one of the water passages and blowing air through the
other water passage, switch the hoses and repeat until the water passage is free.of debris.

Technician(s) Date

Veérity the counter bore didmeter-and:depth of the conductor using the Go/No Go Gage
(MA- 351 136) or approved ineasufing équipmeént and that the conductor leads comply with
ME-331982. Record the results in the table below.

Counter: Bore Inspection

Location Limit Pass | Fail Limit Pass | Fail

Reel. Lead .292"/.296" .490"/.510"

Lead Inspector Date

FMI 3Q60 Quter Coil Winding Coil Serial No.
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6.14

6.15

6.16

6.17

6.18

6:19

June 18, 1998
Rev. B

Note(s):
In the event no additional conductor is requlred step 6.6 through 6:23
will bé blank:

Assemble the! COpper Sleevc (MA 186691) with thie: Sil-Fos #15 Washers (MA-351037), and the:
two (2) Sil-Fos:#15 ngs (MA ]86692) per-print:ME- 331982,

Techinician(s) Date

Posmon the c01l ]cad drid’the lead from the féel such that the two may be joined together.
Assemble’ the sleeve 1nto the lead. of thé coil and the lead of the reel.

Technician(;‘,)ﬂ _ ' ‘ Date

Attachithe brazing fixture:(MB:351443) to the conductors about to be joinedtogether. Align
the condiiétors §uch thar (here!is no twist bEtwéen the (wo'leads.

Techniciari(s) ' Date.

Verify-the position of the:components to-be brazed together as per- ME-331982:

Leidd Persgn Dite*

Heat the leads with a'torch until the area surroundmg the joint is cherry red. Apply Sil-Fos'# 15
(MA 1 16256) at the j joint. Feed the:Sil- Fos #154 into the joint and move. the'torch ardbind the
joint to;produce 100% Sil-Fos #15 flow and a:uniform braze: Refer to-the: Gcnera] Brazing
Specification (ES-318973).

Note(s)
CAUTION material and .Aareas being, heated represent: a ‘buin; hazard.

Do not over heat ‘the: material causing the .copper to-'fl'ow: o
Do not use watér ‘to cool the joints. Allow all brazed joints to air
cool.. '

Technician(s) ) Date

Removeithe conductor from the brazing fixture and cover the insulated coil/conductor with green
Herciilite: (Ferml stock 1740:0100). Using Brown Roloc (MA- 274983).and a small buffer, remove
any éxcess brazing material. Remove.only material where the conductor exceeds the .4136" siot
(mammum) of the Dekcystomng Gage'(MB- 351442) Refer'to the Conductor Dekeystoring
Procedure (5520-ES 318849).

Note{s):
~ Reniove only the minimum amount of material necessary. At no time

s the removal of .material to produce an area in which ‘the. minimum
page 4056" (MB-351442) fits over the conductor.

Technician(s) Daté

FMI 3Q60 Outer Coil Winding Coil:Serial No.
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Note(s):
In: the event .no" additional conductor is required step 6.6 through 6.23
will be blank

XX 6.20  Venify thatthe, posmon of theé brazed components are in accordance;with ME:331982 and that there

i8N0 tWists or: damage'in the conductor or brazed joint. Usmg the Conductor Dekeystomnu Gage
(M_B 351442) ensure Ehat the conductor is of the-correct-size;at. the! brazed joint:,

Crew Chief Date

Inspector Date

6.21 Reittach the Fibeiglass Tape (MA-:351462) using the {Coil Insulating Wrapper II ME-351226 or
other pre-approved: methods); w1th 12 lapped Flberglass «Tape (MA-35 1462) if reqmred Prior to
startmg the winding operation, msulate over the:braze. Joint-and: mark-its location using: Kapton
AdhesiveBacked Tape (MA=116534 or equwalent) as indicated in the dlagram below. The
insulation process is 1o be continued durihg the entire' winding operation.

Insuldtlon Conductor Insulation

Note(s):
Transitions between the. Fiberglass Tape (MA-351462) and. the Fiber
Glass' Tape (MA-351462) must. be made so that no area of thé conductor
is' uninsulated and additional build-up of the tape is minimized.

Technician(s) Date

FMI 3Q60 Outer Coil Winding Coil Serial No.
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6.22

6.23

6.24

dune

Note(s):
‘In, the evént. o .additional conductor is required step 6.6 through 6.23
w;ll be blank

Set the adjustable tensioning arm, on*thc spmdle to'the half way point. Install'd reel of copper
conductor {4096" sg. MA- 186587) on-the tensioner spindle and feed the conductor throughithe
Phenoliciguide block:.

Tensioner Spindle. _Ad}‘ll‘s_t?lb]_? AL

Pressure Guage

< MA-186387 To
Wmdmg Fixtore

o ‘ Tensioning Guage
|+ Pressure Valve

Phenolic Guide

' Block

Copper Reel

Note(s):

Use the proper hftmgueqmpment to; prevent back injury during the
mstallatlon of the !'eel on the tensnfmer spmdle .
Ensure that no iwist has .occurred in the conductor between ‘the reel ",
and ‘the Phenolic guide block.. _ Al

Technician($) ) Date

Bcgm w1nd|ng table rotauon (Clockwnse) until the- tensioner load cell gatige. reglsters winding
tension. Adjl.l's[ the. clampmg cylinder pressure sg: that the load cell gauge'r reads: 225 Lbs
force £ 25)Lbs.. Maximum-pressure should-not exceed 250 Lbs force:

'_l_‘é;:hniciéﬁ(s')' ‘ ‘Didte

Verlfy that the tenision of the’ conductor load: cell ‘gauge reads 225 Lbs. force+ 25 Lbs

measured. durmg the contmued wmdmg table rotation, ‘Ensure’ that the max1mum readings’

do:not exceed 250 Lbs force. Visually venfy that there is no exposed copper or damaged conductor
wrap.

Record Actual Tension. Pass ) Fail A

Conductor Wfagp(lsfF.rec"Of Damage And There Is No Exposed Copper Pass A Fail 3

Lf:agljﬁe‘_rsdn Date

6.25  Continue msulatmo ‘and winding the: coil in this manner until the two (2) turns of the second layer
have been wound with the lead exiting the opposite side and parallel to the bottom layer lead, then
stop tHe winding process.
Technician(s) Date

FMI 3Q60 Outer Coil Winding : Coil:Serial; No.
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6.26

10 be.¢
-Backed?Flberglass Tape (MA-225104) or équivalent.

Junc 18 1998
Rev. B

Clampthe'conductor to.the winding fixture. Measure:12"£:172" from-the face of;the; Front
End Winding Block (MC:33 1926) on.the lead attached to:the. tenmomng device:and'mark the lead
ut._Secure the Fiberglass:tape to the conductor 9* back from the 12" mark:using. Adhesive

Caution: Do not cut Jead.

‘Insier Coil Top Layer

Mark Lead
Here

Insulation To-
Stop:Here

‘Winding Fixture

Joint Location From This Point , 12" —1<$

> <— Indicate Joint Location

In.Iniches From Inside Radius

Position On Diagram A Straight IjiiiE?Re_‘[iré's“ehting'" At Lead End
The Actual Joint Location Or N/A In:The Box If No

627

6.28

‘Joint Was Made.

In the:diagram.above, indicate the-actual location of the joint-just completed.  N/A- [

Technician(s) Date

‘Verify that'the two (2) turns are wound, that no. twist is in'the conductor, the lead is correctly

measuired:and marked, that there is no-damage to'the insulation which is to include but not be

limited to diit, ‘grease; oil, gaps/tears exposed conductor, etc... and that the shiis.are installed

between the layers: Vlsually verify that after completion-of the.first turn DMD (MA-116514) has
been positioned between’each. mrn at:the radii.

Lead Inspector Date

Crew Chief Date

Cut:the lead as marked using a portable band saw or-equivalent at the 12" mark. Deburr all sharp
edges produced by the cutting. Clean the ¢onductor, water passages and the. immediate area using a
vacuumm, Rémove any’ addltlonal milling ChlpS from the water passages by holding the vacium hose
over one of the water passages and blowing:air throiigh the other water passage, switch the hoses and
repeat until the water passage'is free of debris.

Technician(s) Date

EM1 3Q60 Quter Coil Winding Coil Serial No.
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6.29  Stamp the coil serial number with 1/4" high letters per ME-331982/ES-331729.
Technician(s) Date
6:30 Release the clamping ¢ dev1ces holdmg the coil to the winding fixture. Cdrefully remove the
coil-assembly-from the: wmdmg fixture.
Technician(s) i ) Date )
6.31 Using Ty-Raps, (Fetriii; stock 1150+ 2080 ‘or equivalent) secute the coil sufficiently to ensire that’no
damage occurs to theinstlated conductor during. transportation.
Techniciani(s) ' Date
6:32 Once the 0011 is’in the wrapping rooni., separate the first turn which has'no insulation on itin the
radii. Apply DMD (MA 116514) oi, the‘cﬁnductor next o the second turn,at the radii. Insulate
over the DMD'with. 172 Iapped Fiberg]ass Tape (1/2" wide:MA-351462 ‘ot 1" wide MA-116511).
<
Techniciah(_s)‘ Date
6.33 \{isqa_lly’ inspect the pbi]'for;‘dainii_g‘ed insulation, exposed copper, proper placement of shims-elc...
Crew Chief Date
L ead Inspector ' . Date
6.34  Stage the toilin the inSpéction rea..
Techriician(sy . Dite
TMI 30Q60 Outer Coil Winding Coil Serial No.
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Perform a Post Conductor Wrap Electrical inspection and record-the.resulis below:

20-TR-333290
June 18, 1998
Rev. B

Limit;

Actual Measuremeént |

Pass

Fail

Out of Tolerance

3:3.mQ to 3.7°m&2

7.0 Final Inspection
X 7.1
Electrical Test | Equipment Serial
‘Number
Resistance
LS@ | Kz |
Q@ I KHz
LS @ 100 Hz-
Q @ 100 Hz

100 Volt Ring:

33;4H to 41 uH

5.0 to 6.0

Inspector

7.2

Visually verify:the following:

Date

Conductor'Wrap Is Free Of Damage And There Is:No Exposed Copper. Pass

Verify the DMD is installed between:the turns of the coil at the radii.  Pass

Inspector

7.3

4
A

Fail O
Fail O

Date

Perform a Flow:Check at a AP of 60'PSI and 100-PSI. A hydrostatic check at 500 PSI and

record the results betow. Refer to the 3Q60/3Q120 Quadrupole. Test Specifications (ES-331810).

Flow Cart Serial Number'

Number- of Joints (2 ‘Maximum)

Desired Minimum Flow | Attained Flow
AP in_GPM in GPM

60 PSI. 1.10 GPM.

100 PSI 1.45 GPM

Perform a hydrostatic check Bf the joints, at 500 PSI for 30 minutes.

Inspector

FM1I 3Q60 Outer Coil Winding
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7.4 Verify that the previous steps are within tolerance.
Lead Tagpector ' Date )
Crew Chief Date
7.5 Stage:the.coil in thecoil:staging area. _
Note(s):

Cover. 3Q60 Cdil. Assembly with green Herculite
(Fermi :stock. 1740-0100).

Technician(s) Date

FM1 30Q60 Outer Coil Winding Coil Serial No;
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Production'Complete.
8.1 Process:Engineering verify that the FMI 3Q60 Outer Coil Winding Traveler (5520-TR*333290)

is;accurate and complete. This:shall include a review of all steps to:ensure that-all operations have
been:completed-and-signed:off. Ensure that all Discrepancy: Reports; Nonconformance Reports,
Repiir/Rework Formis,. Devmtlon Index and dlsposmons have been réviewed by:thie Responsible
Authority for conformance before bemg approved.

Comments::

Process Engineering/Designee Date

8.2 Assembly verify that the FML 3Q60 Outer Coil Winding Traveler (5520-TR-333290) is accurate
and complete. This; shall mciude a review-of: all steps.to ehsure that all operations have been
completéd-and. qigned off; “Ensure. that: all Discrepancy: Repotts, Nonconformance Reports,
Repair/Rework Forms, Deviation Index and chspos:tlons have'been reviewed by. the Responsible
Authority for conformance before being approved.

Comments:

Assembly/Designee Date

Attach the Process Engineering "OK'to Proceed" Tag on the coil,

Process En’gineet‘i-ng/Desi'gnec Date

Proceed to the next major assembly operation - 3Q60 Coil Assembly/Insulation Traveler
(5520-TR-333291).

FMI 3Q60 Outer Coil Winding Coil Serial No.
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